cylindrical rod, by providing grooves on the 
circumferential surface of the rod, breaking the 
groove portion and drawing the wire, and machining 
the rod with respect to at least length and size 
(diameter) , such that the method omits the step of 
sealing the wire with an electric insulator and an 
elongated electrof ormed rod can be manufactured 
and variation in sizes of diameter and off-center 
failure are decreased. 



IN THE SPECIFICATION : 

Note: The following amendments to do not count blank 

lines. 

Page 2, cancel the paragraph at lines 13-24, and in place 

thereof, insert the following new paragraph: 

More specifically, in the drawing method 
comprising the steps of using a wire such as a 
metallic wire or the like as a mother mold, and 
drawing the wire after electrof orming on the 
mother mold wire, since the tensile strength of 
the wire is insufficient and the drawing 
resistance is high, the drawing is performed only 
to a length of about 3 0 to 100 mm of the length. 
To make the electrof ormed portion 5 into a rod as 
long as possible is very important for an 
improvement in productivity of the electrof orming. 




As a result, the method using electric insulators 
was reluctantly adopted. However, the following 
problems arose. 



Page 3, line 21 - Page 4, line 1, cancel the paragraph, 
and in place thereof, insert the following new 

paragraph : 

Taking the above-mentioned problems into 
consideration, in a method of manufacturing a 
ferrule wherein electrof orming is carried out 
using a wire such as a metallic wire or the like 
as a mother mold, and after drawing the wire, 
machining the obtained electrof ormed article, the 
object of the present invention is to provide a 
method by which an electrof ormed article having 
the longest possible length and a small variation 
in the size of diameters without the step of 
sealing an electric insulator. 



Page 4, cancel the paragraph at lines 16-18, and in place 
thereof, insert the following new paragraphs: 

Fig. 1(a) (1) is a cross-sectional view of a 
part for an optical fiber connector according to a 
conventional method; 

Fig. 1(a)(2) is a side elevational view of 
the optical fiber connector of Fig. 1(a)(1); 
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Fig. 1(b)(1) is a cross-sectional view of a 
part for an optical fiber connector according to 



<4 

another conventional method; 



Fig. 1(b) (2) is a side elevational view of 
the optical fiber connector of Fig. 1(b)(1); 
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Page 5, cancel the paragraph at lines 6-8, and in place 
thereof, insert the following new paragraphs: 



Fig. 7(a) is a side view showing one example 
of a supporting jig according to the present 
invention; 

Fig. 7(b) is a plan view of the supporting 
jig of Fig. 7(a); and 
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Page 5, cancel the paragraph at lines 15-19, and in place 
thereof, insert the following new paragraph: 



An electrof orming device is schematically 
shown in Fig. 6. In Fig. 6, the electrof orming 
device comprises an electrof orming liquid 8, a 
positive electrode 9, a supporting jig 10, an air 
stirring nozzle 11, a spring 12, a negative 
electrode 13 , and a wire 3 . 



Page 7, line 18 - Page 8, line 3, cancel the paragraph, 
and in place thereof, insert the following new 
paragr< 




I f^ 1 

m 

in 

PI 



Alternatively , in tne d&se of ttfo- or multi- 
core type, high accuracy is required as described 
above. Thus, a wire having a cross-sectional 
shape other than a circular cross-section may be 
used as shown in Figs. 8(a) to 8(g). That is, in 
Fig. 8, the type of (a) is an oval wire, which is 
a two-core type, the type of (b) is a triangular 
wire with a round portion in each corner, which is 
a three-core type, the type of (c) is a square 
wire with a round portion in each corner, which is 
a four-core type, the type of (d) is a rectangular 
wire with a round portion in each corner, which is 
a five-core type, the type of (e) is a rectangular 
wire with a round portion in each corner, which is 
a six-core type, the type of (f) is a hexagonal 
wire with a round portion in each corner, which is 
a seven-core type, and the type of (g) is a 
rectangular wire with a four-core type. However, 
in Figs. 8(a) to 8(f), round portions may not be 
provided in corners. When these wires are used, 
the same method as in the case of a one-core type 
can be utilized. 



10, line 2 - Page 11, line 1, cancel the paragraph, 



paragrap, 



and in place 




ereof, insert the following new 
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described below. A SUS 304 wire having a circular 
cross-section and a diameter of 0.126 mm was 
prepared, and the wire was set at an 
electrof orming jig with the wire stretched by the 
elasticity of a spring as shown in Fig. 6. After 
rinsing the wire, the wire was electrolytically 
degreased and rinsed. After the wire was immersed 
in an aqueous solution of Nikka Non-tack A and B 
mixed liquid produced by Nippon Chemical Industry 
Co. Ltd., at an ordinary room temperature for 10 
minutes and mold releasing processing was 
performed. After that the wire was rinsed well. 
On the other hand, the following tank was 
prepared. That is, four anodes of nickel spheres 
in titanium net contained in a polyester bag were 
provided in an electrof orming liquid principally 
containing nickel sulfamate and in the four 
corners of the tank. The wire was placed 
substantially at the center of the four anodes. 
The electrof orming liquid was filtered with 1 /xm 
filtration precision at high speed and heated the 
tank at 50 ± 2°C. Then, they were set as shown in 
Fig. 6, and the wire was used as a cathode and 
nickel spheres were used as anodes, 
Electrof orming was performed one day at a current 
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